® 


J 


Europalsch s Patentamt 
European Patent Office 
Office eur p£en des brev ts 


© Publication number: 


0 454 094 B1 


@ 


EUROPEAN PATENT SPECIFICATION 


© Date of publication of patent specification: 28.06.95 © Int. CI. 6 : B29D 30/62 
© Application number: 91106610.8 
© Date of filing: 24.04.91 


0> 


in 


© Method and device for feeding hot extruded tire tread portions directly to an automotive tire 
building machine. 

® Priority: 27.04.90 IT 6731990 

© Proprietor: BRIDGESTONE CORPORATION 


10-1, Kyobashl 1-Chome 

© Date of publication of application: 

Chuo-Ku 

30.10.91 Bulletin 91/44 

Tokyo 104 (JP) 

© Publication of the grant of the patent: 

© Inventor: Vorih, William J. 

2&06.95 Bulletin 95/26 

Via Callimaco, 14 


1-00100 Roma (IT) 

© Designated Contracting States: 


DE ES FR GB IT 

© Representative: Jorio, Paolo et al 


© References cited: 

Studio Torta, 

US-A- 3 455 764 

Via Vlottl, 9 

US-A- 4 474 338 

1-10121 Torino (IT) 

GUMMIBEREIFUNG. vol. 53, no. 2, February 


1977, BIELEFELD DE pages 28 - 30; PAUL 


MAYER: 'BELEGE-EXTRUDER "MADE IN GER- 


MANY" BEI DER US-ARMY' 



Note: Within nine months from the publication of the mention of the grant of the European patent, any person 
® may give notice to the European Patent Office of opposition to the European patent granted. Notice of opposition 
DL shall be filed in a written reasoned statement. It shall not be deemed to have been filed until the opposition fee 
W has b en paid (Art. 99(1) European patent convention). 


Rank Xerox (UK) Business Services 

(3.10/3.09/3.3.3) 


BS 


1 


EP 0 454 094 B1 


2 


Description 

The present invention relates to a method of 
feeding a hot, particularly extruded, tire tread di- 
rectly to a tyre building machine such as in U.S. 
Patent No. 3,455,764. 

It is an object of the present invention to en- 
able a tire building machine to be fed fully auto- 
matically with a succession of continuously ex- 
truded tread portions of predetermined length. 

It is a further object of the present invention to 
enable a tread portion to be fed to a tire building 
machine without inducing unwanted stress or dis- 
tortion in the tread portion itself. 

It is a still further object of the present inven- 
tion to enable a tread portion to be transferred from 
an extruder, whereby the tread is produced con- 
tinuously, to a tire building machine in such a 
manner as to preserve as much of the original 
extrusion heat as possible inside the tread portion. 

According to the present invention, there is 
provided a method of feeding hot portions of a tire 
tread directly to a tire building machine having a 
drum, said tread being produced continuously by 
an extruder at a first given speed, and being fed, 
along a route extending between said extruder and 
said tire building machine, by means of a feed 
device operating according to a given feed pattern; 
said feed pattern providing for an initial stage of 
feeding said tread along a first portion of said route 
at a first constant speed substantially equal to the 
speed at which said tread is extruded; charac- 
terised in that said first route portion extends 
through a cutting station in which said tread is cut 
into portions of given length; and said feed pattern 
provides for a final stage of feeding each said tread 
portion to said tire building machine along a final 
portion of said route and at a second speed differ- 
ing from said first speed and equal to the surface 
speed of the drum of said tire building machine; 
each said tread portion being fed to said tire build- 
ing machine at said second speed by means of an 
output conveyor of substantially the same length as 
said tread portion; said output conveyor under- 
going, at each complete cycle for feeding each 
said tread portion to said tire building machine, at 
least four variations in speed, so as to assume at 
first said first speed until a portion of tread equal to 
the required portion has gone through the cutting 
station, then a third speed greater than said first 
speed until the whole of a portion tread is located 
on the output conveyor, and then said second 
speed, and to assume, at least once, a speed 
substantially equal to zero; said output conveyor 
carrying out, when assuming said second speed, a 
further stage of applying said tread on to the drum 
of said tire building machine via applying means; 
and assuming said at-least-one-time z ro sp ed 


immediately prior to said application stag . 

The above method provides for continuously 
receiving the tr ad at the speed at which it is 
produced by the xtruder, and, after cutting it into 
5 portions, for continuously feeding it on to the out- 
put conveyor, which, after being arrested for syn- 
chronizing with the tire building machine and en- 
abling application of the tread portions to the same, 
may be operated for feeding the tread portions at 
10 said second machine absorption speed. 

In this way, it is possible to minimise traveling 
time of the tread portions between the extruder and 
tire building machine, without inducing unwanted 
stress or distortion in the same, 
rs The present invention also relates to a device 
for feeding hot portions of a tire tread directly to a 
tire building machine having a drum, said tread 
being produced continuously by an extruder at a 
first given speed, and said feed device extending 
20 along a given route between said extruder and the 
drum of said tire building machine, and comprising 
first conveyor means designed to receive said 
tread from said extruder and feed it along a first 
portion of said route; and first activating means 
25 assigned to said first conveyor means for activating 
the same at a speed substantially equal to said first 
speed; the device being characterised in that it 
further comprises a cutting station, through which 
said first conveyor conveyor means travel, for cut- 
30 ting said tread into said portions of given length; 
second conveyor means, of substantially the same 
length as said tread portion, for successively feed- 
ing said tread portions to said drum; second ac- 
tivating means assigned to said second conveyor 
35 means for selectively activating the same at three 
different speeds, of which a first is equal to said 
first speed, a second is equal to the surface speed 
of said drum, and a third is greater than said first 
speed; and applying means for applying each said 
40 tread portion on to said drum. 

The invention will now be described by way of 
examples with reference to the accompanying 
drawings, in which: 

Fig.1 shows a side view, with parts removed for 
45 simplicity, of a preferred embodiment of the 
feed device according to the present invention; 
Fig.2 shows a side view of a detail in Fig.1 in a 
different operating position; 
Fig.3 shows a larger-scale view of a detail in 
50 Fig.1; 

Fig.4 shows a plan view of the Fig.3 detail; 
Fig.s 5 and 6 show larger-scale plan views of a 
further detail in Fig.1 in two distinct operating 
positions; 

55 Fig.s 7a, b, c and d show diagrams of the Fig.1 
device in four distinct operating stages; and 
Fig.8 shows a similar view to that of Fig.1 rela- 
tive to a variation of the Fig.1 devic . 
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Number 1 in Rg.s 1 and 2 indicates a f ed 
device assigned to an xtruder 2 for continuously 
extruding a tread 3 (Fig.7) subsequently cut into 
portions 4 (Fig.7) of given length along devic 1. 
Device 1 is located between extruder 2 and a tire 
building machine 5 (Fig. 2) comprising a known 
drum 6 designed to successively receive portions 4 
for forming the outer carcasses (not shown) of 
respective tires. 

Device 1 defines, for portions 4, a route ex- 
tending from the outlet 7 of extruder 2 to the 
periphery of drum 6 and substantially perpendicu- 
lar to the drum 6 axis. Device 1 comprises a 
substantially horizontal frame 8 supported on up- 
rights 9 and supporting, as of extruder 2, an idle 
roller bed 10; an input conveyor 11 extending 
through a cutting station 12 comprising a rotary 
blade 13 designed to move, in known manner not 
shown, cross-wise in relation to conveyor 11; an 
intermediate conveyor 14, the input of which is 
separated from the output of input conveyor 1 1 by 
a transition conveyor 15 comprising a given num- 
ber of idle rollers 16 (Fig.3); and an output con- 
veyor 17. 

As shown, particularly in Fig.2, output conveyor 

17 is mounted on a carriage 18, the front end of 
which (in the traveling direction of tread 3) is con- 
nected in sliding manner (not shown) to a respec- 
tive portion of frame 8, so as to slide substantially 
horizontally along the same. Carriage 18 is con- 
nected, in sliding manner not shown, to a bottom 
guide 19, the front end of which pivots at point 20 
on an upright 9 of frame 8, and the intermediate 
portion of which is connected to a bottom cross- 
member 21 of frame 8 by means of two levers 22 
and 23 hinged at point 24 so as to define a 
compass 25. Compass 25 is opened by a hydraulic 
actuator 26, one end of which is hinged to a side 
member 27 extending between two end uprights 9 
of the frame 8 portion supporting output conveyor 
17, and the other end of which is hinged at point 
23 to compass 25. 

As shown in Fig.s 1 and 2, operation of ac- 
tuator 26 moves levers 22 and 23 between a first 
position (Fig.1) wherein levers 22 and 23 are sub- 
stantially aligned with each other and guide 19 is 
substantially horizontal; and a second position 
wherein levers 22 and 23 form an acute angle and 
guide 19 slopes downwards with its rear end rest- 
ing on a supporting block 28 integral with frame 8. 

With guide 19 in the horizontal position, car- 
riage 18 (Fig.1), together with output conveyor 17, 
is back d up dir ctly ov r guide 19, wh reas, with 
guide 19 in the downward-sloping position, carriage 

18 (Fig.2), tog ther with output conveyor 17, is 
moved into a forward position wherein the rear end 
of output conveyor 17 is located beneath, and 
tangent to th periphery of, drum 6, and carriage 


18 presents a rear bumper 29 contacting a stop 
upright 30 (Fig.2) locat d on machine 5 substan- 
tially beneath drum 6. 

Carriage 18 and guide 19 ar conn cted by a 

5 hydraulic actuator 31 designed to move carriage 18 
along guide 19, at any speed, between said back- 
up and forward positions. 

As shown in Fig.s 3 and 4, input conveyor 11 
comprises a belt 32 looped about a number of 

10 rollers 33 (only some of which are shown) and 
having a substantially horizontal top branch 34 ly- 
ing in the same plane as roller bed 10. One of 
rollers 33, adjacent to transition conveyor 15, which 
in the example shown comprises only two rollers 

75 16, is fitted on to a central shaft 35 fitted with a 
pulley 36. 

Similarly, intermediate conveyor 14 comprises 
a belt 37 looped about two rollers 38 (only one of 
which is shown in Fig.s 3 and 4) and having a 

20 substantially horizontal top branch 39 lying in the 
same plane as roller bed 10. One of rollers 38, 
adjacent to transition conveyor 15, is fitted on to a 
central shaft 40 fitted with a pulley 41 via the 
interposition of a free wheel 42. 

25 Pulleys 36 and 41 are connected by respective 

belts 43 and 44 to a double output pulley 45 of an 
electric motor 46 connected integral with an upright 
9 and designed to move top branches 34 and 39 of 
belts 32 and 37 towards output conveyor 17 at a 
. 30 substantially constant speed VI equal to the speed 
at which tread 3 is extruded by extruder 2. 

As shown in Fig.1 and, particularly, in Rg.s 5 
and 6, conveyor 17 comprises a belt 47 looped 
about two rollers 48 and 49, of which roller 48, 

35 adjacent to rear roller 38 of intermediate conveyor 
14, is fitted on to a central shaft 50 projecting 
partly outwards of roller 48 and fitted on its free 
end with a pulley 51 connected integral with a gear 
52. 

40 Between gear 52 and roller 48, shaft 50 

presents a grooved portion 53 to which are moun- 
ted in sliding but angularly-fixed manner two op- 
posed, substantially conical discs 54 pushed 
against each other by two opposed springs 55. 

45 Discs 54 present a larger radius than gear 52, and 
constitute a synchronizing coupling indicated as a 
whole by 56. By means of a twin drive belt 57, 
pulley 51 is connected to the output pulley 58 of an 
electric motor 59 supported on carriage 18 and 

so designed to selectively operate belt 47 at two dis- 
tinct speeds V2, V3; V2 being equal to the surface 
speed of drum 6, and V3 being greater than speed 
V1. 

Rear roller 38 of conveyor 14 is fitted on to a 
55 central shaft 60 connect d, outwards of roller 38, to 
a coaxial shaft 61 via the interposition of a releas- 
able, preferably electromagnetic, clutch 62. 
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On the end opposite that connected to free 
wheel 62, shaft 61 is fitted with a gear 63 meshing 
with a gear 63a, which in turn meshes with gear 52 
and is fitted on to a shaft 61a mounted for rotation 
on a bracket 9a connected integral with upright 9. 
Shaft 61a comprises a grooved intermediate por- 
tion 64 to which is fitted a biconical disc 65 having 
a larger radius than gear 63a and constituting a 
synchronizing disc designed to engage coupling 56 
when carriage 18 is moved into the back-up posi- 
tion, and prior to engagement of gears 63a and 52. 

Operation of feed device 1 will be described 
with reference to Fig.s 7. 

As shown in Fig.7a, tread 3 issuing at speed 
V1 from outlet 7 of extruder 2 is forced by extruder 
2 along roller bed 10 until front edge 66 moves 
over input conveyor 1 1 which is driven by motor 46 
at speed V1. 

At this point in the operation of feed device 1 , 
motor 59 is deactivated, carriage 18 is set to the 
back-up position, and clutch 62 is engaged. Con- 
sequently, due to the presence of free wheel 42 
and clutch 62, intermediate conveyor 14 and output 
conveyor 17 are also driven by motor 46 at speed 
V1- 

Said front edge 66 of tread 3 (Fig. 7a) is thus 
conveyed at constant speed V1 as far as output 
conveyor 17, and until a portion of tread 3 equal to 
the required portions 4 has gone through cutting 
station 12. 

At this point, blade 13 is activated for cutting 
tread 3 into a portion 4 of given length, the rear 
edge 67 of which travels, together with adjacent 
front edge 66 of tread 3, at speed V1 up to 
transition conveyor 15 (Fig. 7b). 

Upon rear edge 67 of portion 4 reaching this 
position, motor 59 is activated for driving output 
conveyor 17 at speed V3 greater than speed V1, 
whereas motor 46 continues driving input conveyor 
1 1 at speed V1 . As speed V3 is greater than V1 , 
and by virtue of free wheel 42, intermediate con- 
veyor 14 disengages automatically from motor 46, 
upon motor 59 being activated at speed V3, and 
remains connected to motor 59 so as to also travel 
at speed V3. Motor 59 feeds portion 4 forward at 
speed V3 until the whole of portion 4 is located on 
output conveyor 17, i.e. until a relatively short front 
portion of portion 4 projects from the front end of 
output conveyor 17 and over an actuating device 
68 integral with the front end of output conveyor 17 
and which, when activated, provides for raising said 
projecting front portion of portion 4. 

At this point (Fig.7c), clutch 62 is releas d, 
motor 59 is stopped so as to zero th speed (VO in 
Fig .7c) of conveyor 17, and hydraulic actuators 26 
and 31 are activated successively (Fig.7d) for tilting 
guide 19 downwards and so moving carriage 18 
into the forward position for feeding said front por- 


tion of portion 4 substantially into contact with the 
outer periphery of tir building drum 6. 

At the same time, stoppage and disconnection 
of motor 59 from intermediate conveyor 14 enables 

5 said intermediate conveyor 14 to connect once 
more to motor 46 via free wheel 42 (Fig .7c) and so 
travel once more at speed V1 . 

Upon carriage 18 moving into the forward posi- 
tion contacting stop upright 30, and actuating de- 

io vice 68 being activated for "sticking" said front 
portion of portion 4 on to the periphery of drum 6, 
motor 59 is re-activated (Fig.7d) for driving output 
conveyor 17 at a speed V2 equal to the surface 
speed of drum 6, thus enabling tread portion 4 to 

75 be wrapped correctly about drum 6. 

When the whole of tread portion 4 has been 
fed on to drum 6, motor 59 is de-activated, clutch 
62 is engaged, and hydraulic actuators 26 and 31 
are re-activated for restoring carriage 18 to the 

20 back-up position, thus connecting synchronizing 
coupling 56 and disc 65 (Fig.5) for gradually accel- 
erating output conveyor 17 up to speed V1 prior to 
engaging gears 52 and 63a, and prior to front edge 
66 of tread 3 reaching the rear end of intermediate 

25 conveyor 14. 

In other words, therefore, input conveyor 11 is 
driven constantly and continuously at speed V1 at 
which tread 3 issues from outlet 7 of extruder 2; 
intermediate conveyor 14 is driven first at speed 

30 V1 and then at speed V3; whereas output conveyor 
17 is driven first at speed V1, then at speed V3 
and, finally, at speed V2, and is stopped twice, just 
before and after speed V2, for enabling carriage 18 
to move to and from drum 6 at any required speed, 

35 and with no distortion of tread portion 4 on output 
conveyor 17. 

Operation of feed device 1 is obviously con- 
trolled in known manner by position sensors or 
similar located along device 1 itself. In particular, 

40 and as shown schematically in Fig.s 7 and in Fig.s 
1 and 2, motor 46 is activated simultaneously with 
extruder 2, and is kept running for as long as 
extruder 2 is operative. A first photocell 69, located 
in an adjustable position on output conveyor 17 

45 and at a distance from cutting station 12 substan- 
tially equal to the length of tread portion 4, is 
activated by the passage of front edge 66 of tread 
3, for activating blade 13 and cutting tread 3. A 
second photocell 70, located in an adjustable posi- 

50 tion on output conveyor 17 and at a distance from 
the output edge of input conveyor 1 1 equal to the 
length of portion 4, is activated by the passage of 
front edge 66 of portion 4, for activating motor 59 
at sp ed V3 and supplying current to a third 

55 photocell 71 located in an adjustable position clos 
to the input of output conveyor 17 and activated by 
the passage of rear edge 67 of tread portion 4, for 
releasing clutch 62, arr sting motor 59, and moving 
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output conveyor 17 into the forward position. Upon 
contacting upright 30 and receiving an enabling 
signal from drum 6, a proximity contact 72 on 
bumper 29 (Fig.s 1 and 2) provides for succes- 
sively activating actuator 68, for feeding portion 4 
on to drum 6, and motor 59 for driving output 
conveyor 1 7 at speed V2. Contact 72 also activates 
a photocell 73 located in an adjustable position 
close to the output end of output conveyor 17, for 
arresting motor 59 upon the passage of rear edge 
67 of tread portion 4 and, at the same time, restor- 
ing output conveyor 17 to the back-up position. 

As regards the length of feed device 1, it 
should be pointed out that roller bed 10 may even 
be dispensed with, should the output speed of 
tread 3 from outlet 7 of extruder 2 vary negligibly 
about an average speed V1; the length of output 
conveyor 17 is substantially, but preferably at least, 
equal to the length of tread portion 4; the length of 
intermediate conveyor 14 is at least equal to the 
distance covered by tread 3 at speed V1 in the 
time taken for carriage 18 to move from and back 
to the back-up position; and the length ratio of 
transition conveyor 15 and intermediate conveyor 
14 is substantially equal to the speed V1-V2 ratio, 
in that front edge 66 of tread 3 must travel along 
transition conveyor 15 at speed V1 in the same 
time taken by the foregoing rear edge 67 of portion 
4 to travel along intermediate conveyor 14 at speed 
V3. 

As such, feed device 1 presents a minimum 
possible total length enabling device 1 to succes- 
sively feed portions 4 on to drum 6 while at the 
same time preserving as much extrusion heat at 
possible, thus improving adhesion of portions 4 to 
the respective outer carcasses (not shown) and of 
the opposite ends of each portion 4, with no need 
for adhesives, and enabling considerable energy 
saving when curing, providing of course this is 
performed immediately after building. 

According to a variation not shown, free wheel 
42 and clutch 62 may be replaced by other types 
of controllable couplings, or by a motor connected 
permanently to intermediate conveyor 14 for selec- 
tively driving the same at speeds V1 and V3. 

The Fig.8 variation relates to a feed device 74 
mostly similar to device 1 and the corresponding 
component parts of which are indicated using the 
same numbering system as for device 1 . 

The only substantial difference between device 
74 and device 1 is that carriage 18 and respective 
actuator 31 are dispensed with, and provision made 
for a guide 19 directly supporting conveyor 17 and 
connected to frame 8 so as to turn about an axis 
substantially coincident with the axis of shaft 50, 
and move, by virtue of compass 25 and actuator 
26, to and from the periphery of drum 6, b tween a 
lowered position wherein portions 4 are fed for- 


ward, and a raised position wherein portions 4 are 
fed on to drum 6, which, in this case, is obviously 
located over the front end of output conveyor 17. 
Unlike d vie 1, the operating cycle of con- 
5 veyor 17 on device 74 provides for only four 
changes in speed: from V1 to V3; from V3 to V2 
via a synchronizing pause V0 which, though not 
strictly necessary, is -nevertheless still provided for; 
and from V2 to V1 with no interruption. 

TO 

Claims 

1. A method of feeding hot portions (4) of a tire 
tread (3) directly to a tire building machine (5) 

75 having a drum (6), said tread (3) being pro- 
duced continuously by an extruder (2) at a first 
given speed (V1), and being fed, along a route 
extending between said extruder (2) and said 
tire building machine (5), by means of a feed 

20 device (1) operating according to a given feed 
pattern; said feed pattern providing for an initial 
stage of feeding said tread (3) along a first 
portion of said route at a first constant speed 
(V1) substantially equal to the speed (V1) at 

25 which said tread (3) is extruded; characterised 
in that said first route portion extends through 
a cutting station (12) in which said tread (3) is 
cut into portions (4) of given length; and said 
feed pattern provides for a final stage of feed- 

30 ing each said tread portion (4) to said tire 
building machine (5) along a final portion of 
said route and at a second speed (V2) differing 
from said first speed (V1) and equal to the 
surface speed (V2) of the drum (6) of said tire 

35 building machine (5); each said tread portion 

(4) being fed to said tire building machine (5) 
at said second speed (V2) by means of an 
output conveyor (17) of substantially the same 
length as said tread portion (4); said output 

40 conveyor (17) undergoing, at each complete 
cycle for feeding each said tread portion (4) to 
said tire building machine (5), at least four 
variations in speed, so as to assume at first 
said first speed (V1) until a portion of tread (3) 

45 equal to the required portion (4) has gone 

through cutting station (1 2), then a third speed 
(V3) greater than said first speed (V1) until the 
whole of a portion tread (4) is located on the 
output conveyor (17), and then said second 

so speed (V2), and to assume, at least once, a 
speed (VO) substantially equal to zero; said 
output conveyor (17) carrying out, when as- 
suming said second speed (V2), a further 
stage of applying said tr ad (3) on to the drum 

55 (6) of said tire building machine (5) via apply- 

ing means (68); and assuming said at-least- 
one-time zero speed (VO) immediately prior to 
said application stage. 
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A method as claimed in Claim 1 , characterised 
by the fact that said route comprises an inter- 
mediate portion along which said tread (3) is 
conveyed by an intermediate conveyor (14) at 
said first speed (V1), and each said tread por- s 
tion (4) is selectively conveyed at said first 
(V1) and said third (V3) speed. 

A method as claimed in Claim 1 or 2, charac- 
terised by the fact that said output conveyor 10 

(17) is supported on carriage means (18) mov- 
ing to and from said tire building machine (5); 
said output conveyor (17) undergoing, during 
each complete cycle for feeding each said 
tread portion (4) on to said tire building ma- 75 
chine (5), at least five variations in speed, and 
twice assuming said substantially zero speed 
(VO) when it is moved by said carriage means 

(18) to and from drum (6). 

20 

A method as claimed in Claim 2, characterised 
by the fact that it comprises stages consisting 
in feeding a continuous tread (3) to said feed 
device (1) via an extruder (2) and at an ex- 
trusion speed equal to said first speed (V1); in 25 
connecting an input (11), an intermediate (14) 
and said output (17) conveyors for conveying 
said tread (3) along a portion of said route at 
said first speed (V1) and through said cutting 
station (12) located along said input conveyor 30 
(11); in cutting said tread (3) into said tread 
portion (4); in disconnecting said intermediate 
(14) and output (17) conveyors from said input 
conveyor (11), while at the same time main- 
taining said intermediate (14) and output (17) 35 
conveyors connected for activating the same at 
said third speed (V3) upon the trailing edge 
(67) of said tread portion (4) reaching the input 
end of said intermediate conveyor (14) and for 
as long as required for transferring the whole 40 
of said tread portion (4) on to said output 
conveyor (17), said input conveyor (11) being 
constantly operated at said first speed (V1); in 
disconnecting said intermediate conveyor (14) 
from said output conveyor (17) and reconnec- 45 
ting it to said input conveyor (11) for operating 
said intermediate (14) and input (11) conveyors 
at a speed equal to said first speed (V1) and 
for stopping said output conveyor (17); in ap- 
plying said tread portion (4) on to said tire so 
building machine (5); in activating said output 
conveyor (17) at said second speed (V2) for 
feeding said tread portion (4) on to said tire 
building machine (5), said interm diate (14) 
and input (11) conveyors remaining connected 55 
and traveling at said first spe d (V1); and in 
connecting said conveyors (11, 14, 17) and 
operating them all once more at said first 


speed (V1). 

5. A method as claimed in Claim 4, characterised 
by the fact that said output conveyor (17) is 
supported on carriage means (18) moving to 
and from said tire building machine (5); said 
method comprising a further stage consisting 
in moving said output conveyor (17), via said 
carriage means (18), from a first position adja- 
cent to said intermediate conveyor (14) into a 
second position adjacent to said tire building 
machine (5), said intermediate (14) and input 
(11) conveyors, during displacement of said 
output conveyor (17), remaining connected and 
traveling at said first speed (V1), and said 
output conveyor (17) being maintained in a 
stationary position at said speed (V2) during 
application of said tread portion (4) on to said 
tire building machine (5); and in moving said 
output conveyor (17), via said carriage means 
(18), from said second position into said first 
position, for reconnecting said conveyors (11, 
14, 17) and operating them all once more at 
said first speed (V1 ). 

6. A method as claimed in Claim 4 or 5, charac- 
terised by the fact that the length of said 
intermediate conveyor (14) is at least equal to 
the distance covered by said tread portion (4) 
at said first speed (V1) in the time taken by 
said output conveyor (17) to complete two 
successive movements at said first speed 
(V1). 

7. A method as claimed in any one of the fore- 
going Claims from 4 to 6, characterised by the 
fact that it comprises a further stage consisting 
in pushing the front edge of said tread, via said 
input conveyor (11), along a transition portion 
(15) of said route located between said input 
(11) and said intermediate (14) conveyors; the 
length ratio of said intermediate conveyor (14) 
and said transition portion (15) being the same 
as the ratio between said third speed (V3) and 
said first speed (V1). 

8. A method as claimed in any one of the fore- 
going Claims from 2 to 7, characterised by the 
fact that said conveyors (11, 14, 17) are op- 
erated at said first, second and third speeds 
(V1, V2, V3) via first (46) and second (59) 
activating means assigned respectively to said 
input conveyor (11) and said output conveyor 
(17); said first activating means (46) being pro- 
vided on said input conveyor (11) for operating 
the same at said first speed (V1) and being 
connected to said intermediate conveyor (14) 
via fre wh eling means (42); said second ac- 
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tivating means (59) being provided on said 
output conveyor (17) for selectively operating 
the same at said third speed (V3) and said 
second speed (V2) and being connectable to 
said intermediate conveyor (14) via releasable 
clutch means (62). 

9. A method as claimed in Claim 2, characterized 
by comprising stages of activating first activat- 
ing means (46) assigned to said input con- 
veyor (11) for connecting said input (11), said 
intermediate (14) and said output (17) convey- 
ors and feeding said tread (3) along a portion 
of said route at said first speed (V1) and 
through said cutting station (12); in cutting said 
tread (3) into a tread portion (4) of given 
length; in maintaining active said first activating 
means (46) while activating second activating 
means (59) assigned to said output conveyor 
(17) for disconnecting said intermediate (14) 
and output (17) conveyors from said input con- 
veyor (11), while at the same time maintaining 
said intermediate (14) and output (17) convey- 
ors connected for operating the same at a third 
speed (V3) greater than said first speed (V1) 
upon the trailing edge (67) of said tread portion 
(4) reaching the output end of said input con- 
veyor (11) and for as long as required for 
transferring the whole of said tread portion (4) 
on to said output conveyor (17); in de-activat- 
ing said second activating means (59); in ap- 
plying said tread portion (4) on to said tire 
building machine (5) while at the same time 
maintaining active said first activating means 
(46) for reconnecting said intermediate con- 
veyor (14) to said input conveyor (11) and 
operating both at said first speed (V1); in ac- 
tivating said second activating means (59) for 
operating said output conveyor (17) at a sec- 
ond speed (V2) equal to the surface speed of 
drum (6) of said tire building machine (5) and 
for as long as required for feeding said tread 
portion (4) on to said tire building machine (5); 
in de-activating said second activating means 
and reconnecting said output conveyor (17) to 
said intermediate conveyor (14) for operating 
all said conveyors (11, 14, 17) at said first 
speed (V1). 

10. A method as claimed in Claim 9, characterised so 
by the fact that it comprises further stages 
consisting in moving said output conveyor 
(17), upon receiving a r sp ctive said tr ad 
portion (4) and via carriag means (18) sup- 
porting said output conveyor (17), from a first 55 
position adjacent to said intermediate conveyor 

(14) into a second position adjacent to said tire 
building machine (5); said second activating 


means (59) being maintained de-activated dur- 
ing displacement of said carriage means (18). 


portion of said route; and first activating means 
(46) assigned to said first conveyor means (11) 
for activating the same at a speed (V1) sub- 
stantially equal to said first speed (V1); the 
device being characterised in that it further 
comprises a cutting station (12), through which 
said first conveyor conveyor means (11) travel, 
for cutting said tread (3) into said portions (4) 
of giv n length; second conveyor means (17), 
of substantially the same length as said tread 
portion (4), for successively feeding said tread 
portions (4) to said drum (6); second activating 
means (59, 62) assign d to said s cond con- 


11. A m thod as claimed in Claim 9 or 10, charac- 
5 terised by the fact that the length of said 

intermediate conveyor (14) is at least equal to 
the distance covered by said tread portion (4) 
at said first speed (V1) in the time taken by 
said output conveyor (17) to complete two 
10 successive movements at said first speed 
(V1). 

12. A method as claimed in Claim 10 or 11, 
characterised by the fact that it comprises a 

75 further stage consisting in pushing the front 
edge (66) of said tread (3), via said input 
conveyor (1 1 ), along a transition portion (1 5) of 
said route located between said input (11) and 
said intermediate (14) conveyors; the length 
20 ratio of said intermediate conveyor (14) and 
said transition portion (15) being the same as 
the ratio between said third speed (V3) and 
said first speed (V1). 

25 13. A method as claimed in one of the foregoing 
Claims from 9 to 12, characterised by the fact 
that said first activating means (46) are con- 
nected directly to said input conveyor (11) and 
indirectly to said intermediate conveyor (14) 
30 via free-wheeling means (42); and said second 
activating means (59) are connected directly to 
said output conveyor (17) and are connectable 
to said intermediate conveyor (14) via releas- 
able clutch means (62). 

35 

14. A device for feeding hot portions (4) of a tire 
tread (3) directly to a tire building machine (5) 
having a drum (6), said tread (3) being pro- 
duced continuously by an extruder (2) at a first 
40 given speed (V1), and said feed device (1) 
extending along a given route between said 
extruder (2) and the drum (6) of said tire build- 
ing machine (5), and comprising first conveyor 
means (11) designed to receive said tread (3) 
45 from said extruder (2) and feed it along a first 


7 


13 


EP 0 454 094 B1 


14 


veyor means (17) for sel ctively activating the 
same at three different speeds (V1 , V2, V3), of 
which a first (V1) is equal to said first speed 
(V1), a second (V2) is equal to the surface 
speed (V2) of said drum (6), and a third (V3) is 
greater than said first speed (V1); and applying 
means (68) for applying each said tread por- 
tion (4) on to said drum (6). 

15. A device as claimed in Claim 14, characterised 
by the fact that it also comprises intermediate 
conveyor means (14) located between said first 
(11) and said second (17) conveyor means; 
intermediate activating means (42, 62) being 
provided for selectively activating said inter- 
mediate conveyor means at said first (V1) and 
said third (V3) speed. 

16. A device as claimed in Claim 14 or 15, charac- 
terised by the fact that it also comprises car- 
riage means (18) supporting said second con- 
veyor means (17); push means (24, 26) being 
provided for moving said carriage means (18) 
to and from said tire building machine (5) 
along an end portion of said route. 

17. A device as claimed in Claim 15, characterised 
by the fact that it comprises a tillable guide 
(19) for said carriage means (18); said carriage 
means (18) being designed to travel along said 
guide (19) between a first position adjacent to 
said intermediate conveyor means (14) and a 
second position adjacent to said tire building 
machine (5). 

18. A device as claimed in Claim 15, characterised 
by the fact that the length of said intermediate 
conveyor means (14) is at least equal to the 
distance covered by said tread portion (4) at 
said first speed (V1) in the time taken by said 
output conveyor (17) to complete two succes- 
sive movements at said first speed (V1 ). 

19. A device as claimed in Claim 18, characterised 
by the fact that it also comprises transition 
conveyor means (1 5) located between said first 
conveyor means (11) and said intermediate 
conveyor means (14); the length ratio of said 
intermediate (14) and said transition (15) con- 
veyor means being the same as the ratio be- 
tween said third speed (V3) and said first 
speed (V1). 

20. A devic as claimed in Claim 19, characterised 
by the fact that said transition conveyor means 
(15) compris an idle roller conveyor (16). 


21. A devic as claimed in Claim 15, charact ris d 
by th fact that said intermediat activating 
means (42, 62) comprise a free wheel (42) and 
a reteasable clutch (62), said clutch (62) also 

5 being common to said second activating 

means (59, 62); said first activating means (46) 
being connected to said intermediate conveyor 
means (14) via said first free wheel (42), and 
said second activating means (59, 62) compris- 

io ing a motor (56) connectable to said intermedi- 
ate conveyor means (14) via said clutch (62). 

22. A device as claimed in Claim 16, characterised 
by the fact that first and second synchronizing 

75 means (56, 65) are provided between said 

second conveyor means (17) and said inter- 
mediate conveyor means (14); said synchro- 
nizing means (56, 65) being connected upon 
said carriage means (18) moving into said first 

20 position. 

PatentansprUche 

1. Verfahren zum ZufOhren von heifien Teilen (4) 

25 einer Reifenlaufflache (3) direkt zu einer Rei- 

fenfertigungsmaschine (5), die eine Trommel 
(6) hat, wobei die Laufflache (3) kontinuierlich 
mittels eines Extruders (2) mit einer ersten 
gegebenen Geschwindigkeit (V1) hergestellt 

30 und langs einer Strecke, die sich zwischen 

dem Extruder (2) und der Reifenfertigungsma- 
schine (5) erstreckt, mittels einer ZufGhrungs- 
einrichtung (1), welche gemaS einem gegebe- 
nen ZufUhrungsmuster arbeitet, zugefUhrt wird; 

35 wobei das ZufUhrungsmuster ein anfangliches 

Stadium des ZufUhrens der LaufflSche (3) 
langs eines ersten Teils der Strecke mit einer 
ersten konstanten Geschwindigkeit (V1) vor- 
sieht, die im wesentlichen gleich der Ge- 

40 schwindigkeit (V1) ist, mit welcher die Lauffla- 

che (3) extrudiert wird; dadurch gekennzelch- 
net, daB sich der erste Streckenteil durch eine 
Zerschneidestation (12) erstreckt, in welcher 
die Laufflache (3) in Teile (4) von gegebener 

45 Lange zerschnitten wird; und das ZufUhrungs- 

muster ein Endstadium des ZufUhrens von je- 
dem Laufflachenteil (4) zu der Reifenferti- 
gungsmaschine (5) langs eines Endteils der 
Strecke und bei einer zweiten Geschwindigkeit 

so (V2) t die sich von der ersten Geschwindigkeit 
(V1) unterscheidet und gleich der OberflSchen- 
geschwindigkeit <V2) der Trommel (6) der Rei- 
fenfertigungsmaschine (5) ist, vorsieht; wob i 
jedes Laufflachenteil (4) zu der Reif nferti- 

55 gungsmaschine (5) mit der zweit n Geschwin- 

digkeit (V2) mittels eines Ausgangsforderers 
(17) von im wesentlichen der gleichen Lange 
wi d r Laufflachenteil (4) zugefGhrt wird; wo- 
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bei der Ausgangsforderer (17) b i jedem voll- 
stSndigen Zyklus fur das ZufGhren von jedem 
LaufflSchenteil (4) zu der Reifenfertigungsma- 
schine (5) wenigstens vier Varianten in der 
Geschwindigkeit so erfahrt, da/3 er zuerst die 5 
erste Geschwindigkeit (V1) annimmt, bis ein 
Teil der LaufflSche (3), der gleich dem erfor- 
derlichen Teil (4) ist, durch die Zerschneides- 
tation (12) gegangen ist, dann eine dritte Ge- 
schwindigkeit (V3), die groBer als die erste to 
Geschwindigkeit (V1) ist, bis die Gesamtheit 
eines Laufflachenteils (4) auf dem Ausgangs- 
forderer (17) liegt, und dann die zweite Ge- 
schwindigkeit (V2), und wenigstens einmal eine 
Geschwindigkeit (VO), die im wesentlichen 75 
gleich Null ist, annimmt; wobei der Ausgangs- 
forderer (17), wenn er die zweite Geschwindig- 
keit (V2) annimmt, ein weiteres Stadium des 
Aufbringens der Laufflache (3) auf die Trom- 
mel (6) der Reifenfertigungsmaschine (5) Qber 20 
ein Aufbringmittel (68) ausfUhrt; und die wenig- 
stens-einmal-Nullgeschwindigkeit (VO) unmittel- 
bar vor dem Aufbringstadium annimmt. 

2. Verfahren nach Anspruch 1, gekennzeichnet 25 
durch die Tatsache, daB die Strecke einen 
Zwischenteil umfaBt, ISngs welchem die Lauf- 
flache (3) mittels eines Zwischenforderers (14) 
mit der ersten Geschwindigkeit (V1) gefordert 
wird, und jeder Laufflachenteil (4) wahlweise . 30 
mit der ersten (V1) und der dritten (V3) Ge- 
schwindigkeit gefordert wird. 

a Verfahren nach Anspruch 1 oder 2, gekenn- 
zeichnet durch die Tatsache, daB der Aus- 35 
gangsforderer (17) auf einem Laufwerk (18) 
gelagert ist, das sich zu und von der Reifenfer- 
tigungsmaschine (5) bewegt; wobei der Aus- 
gangsforderer (17) wahrend jedes vollstandi- 
gen Zyklus 1 zum ZufGhren jedes Laufflachent- 40 
eils (4) auf die Reifenfertigungsmaschine (5) 
wenigstens fUnf Varianten in der Geschwindig- 
keit erfahrt, und zweimal die Geschwindigkeit 
(VO), die im wesentlichen Null ist, annimmt, 
wenn er durch das Laufwerksmittel (18) zu und 45 
von der Trommel (6) bewegt wird. 

4. Verfahren nach Anspruch 2, gekennzeichnet 
durch die Tatsache, daB es Stadien umfaBt, 
bestehend aus dem ZufGhren einer kontinuier- 50 
lichen Laufflache (3) zu der ZufUhrungseinrich- 
tung (1) durch einen Extruder (2) und mit einer 
Extrusionsgeschwindigk it, di gleich der er- 
sten Geschwindigkeit (V1 ) ist; aus dem V rbin- 
den eines Eingangsforderers (11), eines Zwi- 55 
schenf5rderers (14) und des Ausgangsforde- 
rers (17) zum Fordern der Laufflache (3) langs 
eines T ils d r Streck mit der erst n Ge- 


schwindigkeit (V1) und durch die Zerschnei- 
destation (12), die langs des Eingangsforde- 
rers (11) liegt; aus dem Zerschneiden der 
Laufflache (3) zu dem Laufflachent il (4); aus 
dem Trennen des Zwischenforderers (14) und 
des Ausgangsforderers (17) von dem Ein- 
gangsforderer (11), wahrend zur gleichen Zeit 
der Zwischenforderer (14) und der Ausgangs- 
forderer (17) verbunden gehalten werden, und 
zwar zum Aktivieren derselben mit der dritten 
Geschwindigkeit (V3), beim Erreichen des Ein- 
gangsendes des Zwischenforderers (14) durch 
die nacheilende Kante (67) des Laufflachenteils 
(4) und fUr so lange, wie zum Obertragen der 
Gesamtheit des Laufflachenteils (4) auf den 
Ausgangsforderer (17) erforderlich ist, wobei 
der EingangsfSrderer (11) konstant mit der er- 
sten Geschwindigkeit (V1) betrieben wird; aus 
dem Trennen des Zwischenforderers (14) von 
dem Ausgangsforderer (17) und dem Wieder- 
verbinden desselben mit dem Eingangsf5rde- 
rer (11) zum Betreiben des ZwischenfSrderers 
(14) und des Eingangsforderers (11) mit einer 
Geschwindigkeit, die gleich der ersten Ge- 
schwindigkeit (V1) ist, und zum Stoppen des 
AusgangsfSrderers (17); aus dem Aufbringen 
des Laufflachenteils (4) auf die Reifenferti- 
gungsmaschine (5); aus dem Aktivieren des 
Ausgangsforderers (17) mit der zweiten Ge- 
schwindigkeit (V2) zum ZufGhren des Lauf- 
flachenteils (4) auf die Reifenfertigungsmaschi- 
ne (5), wobei der ZwischenfSrderer (14) und 
der Eingangsforderer (11) verbunden bleiben 
und mit der ersten Geschwindigkeit (V1) lau- 
fen; und aus dem Verbinden der Forderer (11, 
14, 17) und dem Betreiben von ihnen alien 
noch einmal mit der ersten Geschwindigkeit 
(VI). 

Verfahren nach Anspruch 4, gekennzeichnet 
durch die Tatsache, daB der Ausgangsforderer 
(17) auf dem Laufwerkmittel (18) gelagert ist, 
das sich zu und von der Reifenfertigungsma- 
schine (5) bewegt; wobei das Verfahren ein 
weiteres Stadium umfaBt, bestehend aus dem 
Bewegen des Ausgangsforderers (17) mittels 
des Laufwerkmittels (18) aus einer ersten Posi- 
tion benachbart dem Zwischenforderer (14) in 
eine zweite Position benachbart der Reifenferti- 
gungsmaschine (5), wobei der Zwischenforde- 
rer (14) und der EingangsfSrderer (11) w8h- 
rend der Verlagerung des Ausgangsforderers 
(17) verbunden bleiben und mit der ersten 
Geschwindigkeit (V1) laufen, und wobei der 
AusgangsfSrderer (17) in einer stationSren Po- 
sition bei der genannten Geschwindigkeit (V2) 
wahrend des Aufbringens des Laufflachenteils 
(4) auf di Reifenf rtigungsmaschin (5) gehal- 


9 


17 


EP 0 454 094 B1 


18 


ten wird; und aus dem Bewegen des Aus- 
gangsforderers (17) mittels des Laufwerkmit- 
tels (18) aus der zweiten Position in die erste 
Position zum Wiederverbinden der Forderer 
(11, 14, 17) und zum Betreiben von ihnen alien s 
noch einmal mit der ersten Geschwindigkeit 
(VI). 

Verfahren nach Anspruch 4 oder 5, gekenn- 
zeichnet durch die Tatsache, daB die Lange io 
des Zwischenforderers (14) wenigstens gleich 
der Strecke ist, die von dem Laufflachenteil (4) 
bei der ersten Geschwindigkeit (V1) in der Zeit 
Uberdeckt wird, die von dem Ausgangsforderer 
(17) gebraucht wird, um zwei aufeinanderfol- 15 
gende Bewegungen mit der ersten Geschwin- 
digkeit (V1) zu vollenden. 

Verfahren nach irgendeinem der vorhergehen- 
den AnsprUche 4 bis 6, gekennzeichnet 20 
durch die Tatsache, daB es ein weiteres Stadi- 
um umfaBt, bestehend aus dem Schieben der 
vorderen Kante der Laufflache mittels des Ein- 
gangsforderers (11) langs eines Ubergangs- 
teils (15) der Strecke, die sich zwischen dem 25 
EingangsfQrderer (11) und dem ZwischenfSr- 
derer (14) befindet; wobei das LSngenverhSlt- 
nis des Zwischenforderers (14) und des Ober- 
gangsteils (15) das gleiche ist wie das Verhalt- 
nis zwischen der dritten Geschwindigkeit (V3) 30 
und der ersten Geschwindigkeit (V1). 

Verfahren nach irgendeinem der vorhergehen- 
den AnsprUche 2 bis 7, gekennzeichnet 
durch die Tatsache, daB die Forderer (11, 14, as 
17) mit der ersten, zweiten und dritten Ge- 
schwindigkeit (V1 , V2, V3) Gber erste (46) und 
zweite (59) Aktivierungsmittel betrieben wer- 
den, die dem Eingangsforderer (11) bzw. dem 
Ausgangsforderer (17) zugeordnet sind; wobei 40 
die ersten Aktivierungsmittel (46) auf dem Ein- 
gangsfQrderer (11) zum Betreiben desselben 
mit der ersten Geschwindigkeit (V1) vorgese- 
hen und mit dem Zwischenforderer (14) Gber 
ein Freilaufmittel (42) verbunden sind; wobei 45 
die zweiten Aktivierungsmittel (59) auf dem 
Ausgangsforderer (17) zum wahlweisen Betrei- 
ben desselben mit der dritten Geschwindigkeit 
(V3) und der zweiten Geschwindigkeit (V2) vor- 
gesehen und mit dem Zwischenforderer (14) so 
Uber ein lOsbares Kupplungsmittel (62) ver- 
bindbar sind. 

Verfahren nach Anspruch 2, gek nnzeichnet 
durch das Umfassen von Stufen des Aktivie- 55 
rens von dem Eingangsforderer (11) zugeord- 
neten erst n Aktivierungsmitteln (46) zum Ver- 
binden des Eingangsforderers (11), d s Zwi- 


schenforderers (14) und des Ausgangsforde- 
rers (17) und zum ZufGhren einer LaufflMche 
(3) ISngs eines Teils der Strecke mit der ersten 
Geschwindigkeit (V1) und durch die Zerschnei- 
destation (12); des Zerschneidens der Lauffia- 
che (3) zu einem Laufflachenteil (4) von gege- 
bener Lange; des Aktivhaltens der ersten Akti- 
vierungsmittel (46), wShrend dem Ausgangs- 
forderer (17) zugeordnete zweite Aktivierungs- 
mittel (59) aktiviert werden zum Trennen des 
Zwischenforderers (14) und des Ausgangsfor- 
derers (17) von dem EingangsfQrderer (11), 
wan rend zur gleichen Zeit der Zwischenforde- 
rer (14) und der Ausgangsforderer (17) verbun- 
den gehalten werden, und zwar zum Betreiben 
dersefben mit einer dritten Geschwindigkeit 
(V3), die gr&Ber als die erste Geschwindigkeit 
(V1) ist, beim Erreichen des Ausgangsendes 
des Eingangsforderers (11) durch die nachei- 
lende Kante (67) des Laufflachenteils (4) und 
fUr so lange, wie zum Obertragen der Gesamt- 
heit des Laufflachenteils (4) auf den Ausgangs- 
forderer (17) erforderlich ist; des Entaktivierens 
der zweiten Aktivierungsmittel (59); des Auf- 
bringens des Laufflachenteils (4) auf die Rei- 
fenfertigungsmaschine (5), wShrend zur glei- 
chen Zeit die ersten Aktivierungsmittel (46) 
zum Wiederverbinden des Zwischenforderers 
(14) mit dem Eingangsforderer (11) und Betrei- 
ben beider mit der ersten Geschwindigkeit (V1) 
aktiv gehalten werden; des Aktivierens der 
zweiten Aktivierungsmittel (59) zum Betreiben 
des Ausgangsforderers (17) mit einer zweiten 
Geschwindigkeit (V2), die gleich der Oberfla- 
chengeschwindigkeit der Trommel (6) der Rei- 
fenfertigungsmaschine (5) ist und fUr so lange, 
wie zum ZufGhren des Laufflachenteils (4) auf 
die Reifenfertigungsmaschine (5) erforderlich 
ist; des Entaktivierens der zweiten Aktivie- 
rungsmittel und Wiederverbindens des Aus- 
gangsf6rderers (17) mit dem ZwischenfSrderer 
(14) zum Betreiben aller Forderer (11, 14, 17) 
mit der ersten Geschwindigkeit (V1). 

10. Verfahren nach Anspruch 9, gekennzeichnet 
durch die Tatsache, daB es weitere Stadien 
umfaBt, bestehend aus dem Bewegen des 
Ausgangsforderers (17) nach dem Empfangen 
eines jeweiligen Laufflachenteils (4) und mittels 
des Laufwerkmittels (18), das den Ausgangs- 
forderer (17) hSIt, aus einer ersten Position 
benachbart dem Zwischenforderer (14) in eine 
zweit Position benachbart der Reifenferti- 
gungsmaschine (5); wobei die zweiten Aktivi - 
rungsmitt I (59) wMhrend der Verlagerung des 
Laufwerkmittels (18) entaktiviert gehalten wer- 
den. 
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11. Verfahren nach Anspruch 9 oder 10, g kenn- 
zeichn t durch di Tatsach , daB die Lange 
des Zwischenforderers (14) wenigstens gleich 
der Strecke ist, die von dem Laufflachenteil (4) 

bei der ersten Geschwindigkeit (V1) in der Zeit s 
abgedeckt wird, die der Ausgangsforderer 
(17) braucht, um zwei aufeinanderfolgende Be- 
wegungen mit der ersten Geschwindigkeit (V1) 
zu vollenden. 

10 

12. Verfahren nach Anspruch 10 Oder 11, gekenn- 
zelchnet durch die Tatsache, daB es ein wei- 
teres Stadium umfaBt, bestehend aus dem 
Schieben der vorderen Kante (66) der Lauffla- 

che (3) mittels des Eingangsforderers (11) 75 
langs eines Obergangsteils (15) der Strecke, 
die sich zwischen dem Eingangsforderer (11) 
und dem Zwischenforderer (14) befindet; wo- 
bei das Langenverhaltnis des Zwischenforde- 
rers (14) und des Obergangsteils (15) das glei- 20 
che ist wie das VerhSltnis zwischen der dritten 
Geschwindigkeit (V3) und der ersten Ge- 
schwindigkeit (V1). 

13. Verfahren nach einem der vorhergehenden An- 25 
spruche 9 bis 12, gekennzeichnet durch die 
Tatsache, daS die ersten Aktivierungsmittel 

(46) direkt mit dem Eingangsf5rderer (11) und 
indirekt mit dem Zwischenforderer (14) Uber 
ein Freilaufmittel (42) verbunden sind; und daB 30 
die zweiten Aktivierungsmittel (59) direkt mit 
dem AusgangsfSrderer (17) verbunden und mit 
dem Zwischenforderer (14) Uber ein losbares 
Kupplungsmittel (62) verbindbar sind. 

35 

14. Einrichtung zum ZufGhren von heiBen Teilen 
(4) einer Reifenlaufflache (3) direkt zu einer 
Reifenfertigungsmaschine (5), die eine Trom- 
mel (6) hat, wobei die Laufflache (3) kontinuier- 

lich mittels eines Extruders (2) mit einer ersten 40 
gegebenen Geschwindigkeit (V1) hergestellt 
wird und sich die ZufUhrungseinrichtung (1) 
langs einer gegebenen Strecke zwischen dem 
Extruder (2) und der Trommel (6) der Reifenf- 
ertigungsmaschine (5) erstreckt, und umfas- 45 
send ein erstes FQrdermittel (11), das so aus- 
gebildet ist, daB es die Laufflache (3) von dem 
Extruder (2) empfangt und sie langs eines 
ersten Teils der Strecke zufUhrt; und erste 
Aktivierungsmittel (46), die dem ersten Forder- so 
mittel (11) zum Aktivieren desselben mit einer 
Geschwindigkeit (V1), die im wesentlichen 
gleich der rsten Geschwindigkeit (V1) ist, zu- 
geordnet sind; wobei die Einrichtung dadurch 
gekennzeichnet ist, daB sie weiter folgendes 55 
umfaBt: eine Zerschneidestation (12), durch 
welche das erste F&rdermittel (11) ISuft, und 
zwar zum Zerschneiden der Laufflache (3) in 


die Teile (4) von gegeb ner Lange; ein zweites 
FSrdermittel (17) von im wesentlichen der glei- 
chen L2nge wie der LaufflSchenteil (4) zum 
aufeinanderfolgenden ZufOhr n der Laufflach- 
enteile (4) zu der Trommel (6); zweite Aktivie- 
rungsmittel (59, 42), die dem zweiten Forder- 
mittel (17) zum wahlweisen Aktivieren dessel- 
ben mit drei unterschiedlichen Geschwindigkei- 
ten (V1, V2, V3) zugeordnet sind, von welchen 
eine erste (V1) gleich der ersten Geschwindig- 
keit (V1) ist, eine zweite (V2) gleich der Ober- 
flachengeschwindigkeit (V2) der Trommel (6) 
ist, und eine dritte (V3) groBer ist als die erste 
Geschwindigkeit (V1) ist; und ein Aufbringmit- 
tel (68) zum Aufbringen des Laufflachenteils 

(4) auf die Trommel (6). 

15. Einrichtung nach Anspruch 14, gekennzeich- 
net durch die Tatsache, daB sie auBerdem 
folgendes umfaBt: ein Zwischenfordermittel 
(14), das sich zwischen dem ersten (11) und 
dem zweiten (17) Fordermittel befindet; Zwi- 
schenaktivierungsmittel (42, 62), die zum wahl- 
weisen Aktivieren des Zwischenfordermittels 
(14) mit der ersten (V1) und der dritten (V3) 
Geschwindigkeit vorgesehen sind. 

16. Einrichtung nach Anspruch 14 oder 15, ge- 
kennzeichnet durch die Tatsache, daB sie 
auBerdem folgendes umfaBt: ein Laufwerkmittel 
(18), welches das zweite Fordermittel (17) tragt 
bzw. halt; ein Schiebe- bzw. Antriebsmittel (24, 
26), das zum Bewegen des Laufwerkmittels 
(18) zu und von der Reifenfertigungsmaschine 

(5) langs eines Endteils der Strecke vorgese- 
hen ist. 

17. Einrichtung nach Anspruch 15, gekennzeich- 
net durch die Tatsache, daB sie folgendes 
umfaBt: eine kippbare FGhrung (19) fQr das 
Laufwerkmittel (18); wobei das Laufwerkmittel 
(18) so ausgebildet ist, daB es langs der FGh- 
rung (19) zwischen einer ersten Position be- 
nachbart dem Zwischenfordermittel (14) und 
einer zweiten Position benachbart der Reifenf- 
ertigungsmaschine (5) lauft. 

18. Einrichtung nach Anspruch 15, gekennzeich- 
net durch die Tatsache, daB die Lange des 
Zwischenf5rdermittels (14) wenigstens gleich 
der Strecke ist, die von dem LaufflMchenteil (4) 
bei der ersten Geschwindigkeit (V1) in der Zeit 
abged ckt wird, welche der Ausgangsford rer 
(17) braucht, um zwei aufeinanderfolgende Be- 
wegungen mit d r ersten Geschwindigkeit (V1) 
zu vollenden. 
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19. Einrichtung nach Anspruch 18, gekennzelch- 
net durch die Tatsache, daB sie auB rdem in 
Obergangsfordermittel (15) umfaBt, das sich 
zwischen dem ersten Fordermittel (11) und 
dem Zwischenfordermittel (14) befindet; wobei 
das Langenverhaltnis des Zwischenfordermit- 
tels (14) und des Obergangsfdrdermittels (15) 
das gleiche ist wie das Verhaltnis zwischen der 
dritten Geschwindigkeit (V3) und der ersten 
Geschwindigkeit (V1 ). 

20. Einrichtung nach Anspruch 19, gekennzelch- 
net durch die Tatsache, daB das Ubergangs- 
fordermittel (15) einen Leerlaufwalzenforderer 
(16) umfaBt. 

21. Einrichtung nach Anspruch 15, gekennzeich- 
net durch die Tatsache, daB die Zwischenakti- 
vierungsmittel (42, 62) einen Freilauf (42) und 
eine losbare Kupplung (62) umfassen, wobei 
die Kupplung (62) auch mit den zweiten Akti- 
vierungsmitteln (59, 62) gemeinsam ist; wobei 
die ersten Aktivierungsmittel (46) mit den Zwi- 
schenfordermitteln (14) Ober den ersten Frei- 
lauf (42) verbunden sind und die zweiten Akti- 
vierungsmittel (59, 62) einen Motor (56) umfas- 
sen, der mit den Zwischenfordermitteln (14) 
Uber die Kupplung (62) verbindbar ist. 

22. Einrichtung nach Anspruch 16, gekennzeich- 
net durch die Tatsache, daB ein erstes und 
zweites Synchronisierungsmittel (56, 65) zwi- 
schen dem zweiten Fordermittel (17) und dem 
Zwischenfordermittel (14) vorgesehen sind; 
wobei die Synchronisierungsmittel (56, 65) 
beim Bewegen des Laufwerkmittels (18) in die 
erste Position verbunden werden. 

Revendications 

1. Proc£d£ d'acheminement de portions chaudes 
(4) d'une chape (3) d'un pneu directement vers 
une machine (5) de fabrication de pneus munie 
d'un tambour (6), ladite chape (3) etant produi- 
te en continu par une extrudeuse (2) a une 
premiere vitesse donn£e (V1) et 6tant achemi- 
nee, le long d'une route s'etendant entre ladite 
extrudeuse (2) et ladite machine (5) de fabrica- 
tion de pneus, au moyen d'un dispositif 
d'acheminement (1) fonctionnant selon une se- 
quence d'acheminement donn£e; ladite se- 
quence d'acheminement pr£voyant une 6tape 
initiale d'acheminement de ladite chape (3) I 
long d'une premiere partie d ladite route, a 
une premiere vit sse constante (V1) sensible- 
ment £gale a la vitesse (V1) a laquelle ladite 
chape (3) est extrudee; 

caracte>is£ en ce que ladit premiere parti d 


la rout traverse un poste de decoupage (12) 
dans lequel ladit chape (3) est decouple en 
portions (4) d'une longueur donnge; et que 
ladite sequence d'acheminement prgvoit une 

5 6tape finale oCi chacune desdites portions (4) 

de chape est acheminee vers ladite machine 
(5) de fabrication de pneus le long d'une partie 
terminate de ladite route et a une deuxieme 
vitesse (V2) diffe>ente de ladite premiere vites- 

10 se (V1) et £gale a la vitesse superficielle (V2) 
du tambour (6) de ladite machine (5) de fabri- 
cation de pneus; chacune desdites portions (4) 
de chape etant acheminee vers ladite machine 
(5) de fabrication de pneus a ladite deuxieme 

75 vitesse (V2) au moyen d'un convoyeur de sor- 

tie (17) presentant sensiblement la meme lon- 
gueur que la portion (4) de chape; ledit 
convoyeur (17) subissant, a chaque cycle 
com p let d'acheminement de chaque portion 

20 (4) de chape vers ladite machine (5) de fabri- 

cation de pneus, au moins quatre change- 
ments de vitesse, de manure a adopter 
d'abord tadite premiere vitesse (V1), jusqu'a 
ce qu'une portion de chape (3), qui est egale a 

25 la portion requise (4), ait traverse le poste de 

decoupage (12), puis une troisi&me vitesse 
(V3) superieure a ladite premiere vitesse (V1), 
jusqu'a ce qu'une portion (4) de chape se 
trouve dans son integral ite sur le convoyeur de 

30 sortie (17), et enfin ladite deuxieme vitesse 

(V2), et de man id re a adopter au moins une 
fois, une vitesse (V0) sensiblement £gale a 
zero; ledit convoyeur de sortie (17) effectuant, 
lorsqu'il prend ladite deuxieme vitesse (V2), 

35 une autre etape consistant a appliquer ladite 

chape (3) contre ledit tambour (6) de ladite 
machine (5) de fabrication de pneus, par I'in- 
term£diaire de moyens applicateurs (68); et 
adoptant ladite vitesse nutle (VO) "au-moins- 

40 une-fois" immediatement avant ladite etape 
d'application. 

2. Proc6dg selon la revendication 1, caracterise 
en ce que ladite route comprend une partie 

45 intermediate le long de laquelle tadite chape 

(3) est transport^e par un convoyeur interme- 
diaire (14) a tadite premiere vitesse (V1) t et en 
ce que chacune desdites portions (4) de chape 
est transported de fag on selective a ladite pre- 

50 mi&re vitesse (V1) et a ladite troisieme vitesse 
(V3). 

3. Procede selon la r vendication 1 ou 2, caracte- 
rise en ce que ledit convoyeur de sortie (17) 

55 est support^ sur un moyen a chariot (18) s'ap- 

prochant et s'eioignant de ladite machine (5) 
de fabrication de pneus; ledit convoyeur de 
sorti (17) subissant, pendant chaque cycle 
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compl t d'ach minement de chacune desdites 
portions (4) de chape v rs ladite machine (5) 
de fabrication de pneus, au moins cinq chan- 
gements de vitesse, et adoptant ladit vitess 
sensiblement nulte (VO) deux fois lorsqu'il est 5 
d6plac£ par ledit moyen a chariot (18) en 
direction du tambour (6) et en provenance de 
ceiui-ci. 

Procede selon la revendication 2, caracterise io 
en ce qu'il comprend des etapes consistant a 
acheminer une chape continue (3) vers ledit 
dispositif d'acheminement (1) par I'intermediai- 
re d'une extrudeuse (2), et a une vitesse d'ex- 
trusion egale a ladite premiere vitesse (V1); a 75 
relier un convoyeur d'entree (11), un 
convoy eur intermediate (1 4) et ledit convoyeur 
de sortie (17) les uns aux autres en vue de 
transporter ladite chape (3) le long d'une partie 
de ladite route, a ladite premiere vitesse (V1), 20 
et a travers ledit poste de d^coupage (12) 
situe sur ledit convoyeur d'entree (11); a cou- 
per ladite chape (3) de maniere a produire 
lesdites portions (4) de chape; a ddconnecter 
lesdits convoyeurs intermedial re (1 4) et de sor- 25 
tie (17) dudit convoyeur d'entree (11) tout en 
maintenant, en meme temps, lesdits 
convoyeurs intermediate (14) et de sortie (17) 
relies Tun a I'autre en vue de les activer a 
ladite troisieme vitesse (V3) lorsque le bord 30 
arri&re (67) de ladite portion (4) de chape 
atteint TextrdmitS d'entree dudit convoyeur in- 
termediate (14), et pendant le temps necessai- 
re pour transferer la portion (4) de chape dans 
son integrality vers ledit convoyeur de sortie 35 
(17), ledit convoyeur d'entree (11) fonctionnant 
de fagon constante a ladite premiere vitesse 
(V1); a d^connecter ledit convoyeur interme- 
diate (14) dudit convoyeur de sortie (17) et a 
le raccorder audit convoyeur d'entree (11), en 40 
vue d'actionner ledit convoyeur intermediate 
(14) et ledit convoyeur de sortie (11) a une 
vitesse egale a ladite premiere vitesse (V1), et 
en vue de stopper ledit convoyeur de sortie 
(17); a appliquer ladite portion (4) de chape 45 
contre ladite machine (5) de fabrication de 
pneus; a activer ledit convoyeur de sortie (1 7) 
a ladite deuxieme vitesse (V2) afin d'achemi- 
ner ladite portion (4) de chape sur ladite ma- 
chine (5) de fabrication de pneus, lesdits 50 
convoyeurs intermediate (14) et d'entree (11) 
restant relies Tun a I'autre et evoluant a ladite 
premiere vitesse (V1); et a relier lesdits 
convoyeurs (11, 14, 17) les uns aux autres en 
les faisant fonctionner tous a nouveau a ladite 55 
premiere vitesse (V1 ). 


5. Procede selon la revendication 4, caracteVtse* 
en ce que ledit convoyeur d sortie (17) est 
supporte sur un moyen a chariot (18) s'appro- 
chant et s'eioignant de ladit machine (5) de 
fabrication de pneus; ledit procede comprenant 
une etape supplementaire consistant a depla- 
cer ledit convoyeur de sortie (17), par I'inter- 
mediaire dudit moyen a chariot (18), d'une 
premiere position adjacente audit convoyeur 
intermediate (14) vers une deuxieme position 
adjacente a ladite machine (5) de fabrication 
de pneus, lesdits convoyeurs intermediate 
(14) et d'entree (11) restant. pendant le depla- 
cement dudit convoyeur de sortie (17), relies 
Tun a I'autre et evoluant a ladite premiere 
vitesse (V1), et ledit convoyeur de sortie (17) 
etant maintenu dans une position stationnaire a 
ladite vitesse (V2) pendant ('application de ladi- 
te portion (4) de chape sur ladite machine (5) 
de fabrication de pneus; et a ramener ledit 
convoyeur de sortie (17), par I'intermediaire 
dudit moyen a chariot (18), de ladite deuxieme 
position vers ladite premiere position en vue 
de relier a nouveau lesdits convoyeurs (11, 14, 
17) les uns aux autres et de les faire fonction- 
ner tous a nouveau a ladite premiere vitesse 
(V1). 

6. Procede selon la revendication 4 ou 5, caracte- 
rise en ce que la longueur dudit convoyeur 
intermediate (14) est au moins egale a la 
distance que parcourt ladite portion (4) de cha- 
pe a ladite premiere vitesse (V1) pendant le 
temps necessaire pour que ledit convoyeur de 
sortie (17) effectue deux mouvements succes- 
sifs a ladite premiere vitesse (V1). 

7. Procede selon Tune quelconque des revendi- 
cations precedentes 4 a 6, caracterise en ce 
qu'il comporte en outre une etape supplemen- 
taire consistant a pousser le bord avant de 
ladite chape, par I'intermediaire dudit 
convoyeur d'entree (11), le long d'une partie 
de transition (15) de ladite route, qui est situ£e 
entre lesdits convoyeurs d'entree (11) et inter- 
mediate (14); le rapport de longueur entre 
ledit convoyeur intermediate (14) et ladite par- 
tie de transition (15) etant le meme que le 
rapport entre ladite troisieme vitesse (V3) et 
ladite premiere vitesse (V1). 

8. Procede selon Tune quelconque des revendi- 
cations precedentes 2 a 7, caracterise en ce 
qu lesdits convoy urs (11, 14, 17) sont ame- 
n£s a fonctionner auxdites premiere, deuxieme 
et troisieme vit sses (V1, V2 t V3) par I'interme- 
diaire de premier (46) et second (59) moyens 
activateurs respectivement associes audit 
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convoyeur d'entre (11) et audit convoyeur de 
sortie (17); ledit premier moyen activateur (46) 
etant preVu sur ledit convoyeur d'entree (11) 
en vue de faire fonctionner celui-ci a ladite 
premiere vitesse (V1), et etant connecte audit 5 
convoyeur intermediate (14) par Intermediate 
d'un moyen a roue libre (42); ledit second 
moyen activateur (59) etant pr^vu sur ledit 
convoyeur de sortie (17) en vue de faire fonc- 
tionner celui-ci de fagon selective a ladite troi- io 
sieme vitesse (V3) et a ladite deuxieme vitesse 
(V2), et pouvant etre connecte audit convoyeur 
intermediate (1 4) par Tinterm^diaire d'un 
moyen a embrayage d^brayable (62). 

T5 

Procede selon la revendication 2, caracterise 
en ce qu'il comporte des Stapes consistant a 
activer ledit premier moyen activateur (46) as- 
socie audit convoyeur d'entree (1 1 ), de manie- 
re a connecter ledit convoyeur d'entree (11), 20 
ledit convoyeur intermediate (14) et ledit 
convoyeur de sortie (17) les uns aux autres, et 
a acheminer ladite chape (3) le long d'une 
parti e de ladite route , a ladite premiere vitesse 
(V1) et a travers ledit poste de decoupage 
(12); a couper ladite chape (3) en une portion 

(4) de chape d'une longueur donn6e; a mainte- 
nir ledit premier moyen activateur (46) a retat 
actif tout en activant ledit second moyen acti- 
vateur (59) associe audit convoyeur de sortie 
(1 7), de maniere a d^connecter lesdits 
convoyeurs intermediaire (14) et de sortie (17) 
dudit convoyeur d'entree (11), tout en mainte- 
nant en meme temps le fonctionnement des- 
dits convoyeurs intermediate (14) et de sortie 
(17) a la troisieme vitesse (V3), qui est supe- 
rieure a ladite premiere vitesse (V1), lorsque le 
bord arriere (67) de ladite portion (4) de chape 
atteint rextr£mite* de sortie dudit convoyeur 
d'entree (11), et pendant tout le temps n£ces- 
saire pour transferer ladite portion (4) de chape 
dans son integrality vers ledit convoyeur de 
sortie (17); a desactiver ledit second moyen 
activateur (59); a appliquer ladite portion (4) de 
chape contre ladite machine (5) de fabrication 45 
de pneus tout en maintenant en m§me temps 
retat actif dudit premier moyen activateur (46) 

de maniere a relier de nouveau ledit 
convoyeur intermediaire (14) audit convoyeur 
d ? entree (11), et a les faire fonctionner tous so 
deux a ladite premiere vitesse (V1); a activer 
ledit second moyen activateur (59) en vue de 
faire fonctionner ledit convoyeur de sorti (17) 
a un deuxieme vitesse (V2) egale a la vit sse 
sup rficielle du tambour (6) de ladite machine 55 

(5) de fabrication de pneus, et pendant aussi 
longtemps qu'il le faut pour acheminer ladite 
portion (4) d chap sur ladite machine (5) de 


fabrication de pneus; a desactiver ledit second 
moyen activateur, et a raccorder a nouveau 
ledit convoyeur de sortie (17) audit convoyeur 
intermedial (14), de manier a faire fonction- 
ner tous lesdits convoyeurs (11, 14, 17) a 
ladite premiere vitesse (V1). 

10. Procede selon la revendication 9, caracterise 
en ce qu'il comprend en outre d 'autres etapes 
consistant a de placer lesdits convoyeurs de 
sortie (17), lors de la reception d'une portion 
correspondante (4) de chape, et par Pinterme- 
diaire d'un moyen a chariot (18) supportant 
ledit convoyeur de sortie (17), d'une premiere 
position adjacente audit convoyeur intermediai- 
re (14) vers une deuxieme position adjacente a 
ladite machine (5) de fabrication de pneus; 
ledit second moyen activateur (59) etant main- 
tenu a retat desactive pendant le deplacement 
dudit moyen a chariot (18). 


13. Procede selon Tune quelconque des revendi- 
cations precedentes 9 a 12, caracterise en ce 
que ledit premier moyen activateur (46) est 
relie directement audit convoyeur d'entree (11) 
et indirectement audit convoyeur intermediaire 
(14) par Tintermediaire d'un moyen a roue- 
libre (42); et ledit second moyen activateur 
(59) est connecte directement audit convoyeur 
de sortie (17) et peut etre connecte audit 
convoyeur intermediaire (14) par I'intermediair 
d'un moy n a embrayage debrayable (62). 

14. Dispositif d'acheminem nt de portions chau- 
des (4) d'une chape (3) d'un pneu directement 
a une machine (5) de fabrication de pneus 


11. Procede selon la revendication 9 ou 10, carac- 
terise en ce que la longueur dudit convoyeur 
intermediaire (14) est au moins egale a la 

25 distance que parcourt ladite portion (4) de cha- 

pe a ladite premiere vitesse (V1) pendant le 
temps necessaire pour que ledit convoyeur de 
sortie (17) effectue deux mouvements succes- 
ses a ladite premiere vitesse (V1). 

30 

12. Procede selon la revendication 10 ou 11, ca- 
racterise en ce qu'il comprend une autre etape 
consistant a pousser le bord avant (66) de 
ladite chape (3), par ('intermediaire dudit 

35 convoyeur d'entree (11), le long d'une partie 

de transition (15) de ladite route, situ£e entre 
lesdits convoyeurs d'entree (11) et intermediai- 
re (14); le rapport de longueur entre ledit 
convoyeur intermediaire (14) et ladite partie de 
40 transition (15) etant le meme que le rapport 
entre ladite troisieme vitesse (V3) et ladite 
premiere vitesse (V1). 
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comprenant un tambour (6), ladite chape (3) 
etant produite d fagon continue par une xtru- 
deuse (2) k une premiere vitesse donn^e (V1), 
et ledit dispositif d'acheminement (1) s'eten- 
dant selon une route donn£e entre ladite extru- 
deuse (2) et le tambour (6) de tadite machine 
(5) de fabrication de pneus, et comprenant un 
premier moyen convoyeur (11) destine k rece- 
voir ladite chape (3) de ladite extrudeuse (2) et 
k Pacheminer le long d'une premiere partie de 
ladite route; et un premier moyen activateur 
(46) associe audit premier moyen convoyeur 
(11) en vue d'activer ceux-ci k une vitesse (V1) 
qui est sensiblement egale k ladite premiere 
vitesse (V1); 

ie dispositif etant caracterise en ce qu'il com- 
prend en outre un poste de d£coupage (12), k 
travers lequel evolue ledit premier moyen 
convoyeur (11), destine k couper la chape (3) 
pour former lesdites portions (4) d'une lon- 
gueur donn6e; un second moyen convoyeur 
(17), pnSsentant sensiblement la m§me lon- 
gueur que ladite portion (4) de chape, en vue 
d'acheminer successivement lesdites portions 
(4) de chape vers ledit tambour (6); des se- 
conds moyens activateurs (59, 62) associ£s 
audit second moyen convoyeur (17) en vue 
d'activer celui-ci de fagon selective k trois 
vitesses diffSrentes (V1 , V2, V3), dont une pre- 
miere (V1) est egale k ladite premiere vitesse 
(V1), une deuxi&me (V2) est 6gale k la vitesse 
superficielle (V2) dudit tambour (6), et dont 
une troisi&me (V3) est superieure k ladite pre- 
miere vitesse (V1); et des moyens applicateurs 
(68) destines k appliquer chacune desdites 
portions (4) de chape contre ledit tambour (6). 

15. Dispositif selon la revendication 14, caracterise 
en ce qu'il comprend aussi un moyen 
convoyeur intermediaire (14) situ§ entre lesdits 
premier (11) et second (17) moyens 
convoyeurs; des moyens activateurs interme- 
diaires (42, 62) etant prevus pour activer de 
fagon selective ledit moyen convoyeur inter- 
mediaire k ladite premiere vitesse (V1) et k 
ladite troisifcme vitesse (V3). 

16. Dispositif selon la revendication 14 ou 15, ca- 
racterise en ce qu'il comprend aussi un moyen 
k chariot (18) supportant ledit second moyen 
convoyeur (17); des moyens pousseurs (24, 
26) etant prevus pour rapprocher ledit moyen 
k chariot (18) de ladite machine (5) d fabrica- 
tion de pneus, et pour I' n eloign r, le long 
d'une partie terminale de ladite rout . 

17. Dispositif selon la revendication 15, caracterise 

n ce qu'il comprend un guid basculant (19) 


pour ledit moyen k chariot (18); I dit moyen k 
chariot (18) etant destine k se deplacer le long 
dudit guide (19), entre une premiere position 
adjacente audit moyen convoyeur intermediai- 
5 re (14) et une seconde position adjacente k 

ladite machine (5) de fabrication de pneus. 

18. Dispositif selon la revendication 15, caracterise 
en ce que la longueur dudit moyen convoyeur 

io intermediaire (14) est au moins egale k la 

distance que parcourt ladite portion (4) de cha- 
pe k ladite premiere vitesse (V1) pendant le 
temps necessaire pour que ledit convoyeur de 
sortie (17) effectue deux mouvements succes- 

75 sifs k ladite premiere vitesse (VI). 

19. Dispositif selon la revendication 18, caracterise 
en ce qu'il comporte aussi un moyen 
convoyeur de transition (15) situe entre ledit 

20 premier moyen convoyeur (11) et ledit moyen 

convoyeur intermediaire (14); le rapport de lon- 
gueur entre ledit moyen convoyeur interme- 
diaire (14) et ledit moyen convoyeur de transi- 
tion (15) etant le meme que le rapport entre 

25 ladite troisieme vitesse (V3) et ladite premiere 

vitesse (V1). 

20. Dispositif selon la revendication 19, caracterise 
en ce que ie moyen convoyeur de transition 

30 (15) comprend un convoyeur a rouleaux fous 

06). 

21. Dispositif selon la revendication 15, caracterise 
en ce que lesdits moyens activateurs interme- 

35 diaires (42, 62) comprennent une roue fibre 

(42) et un embrayage debrayable (62), ledit 
embrayage (62) etant aussi commun auxdits 
seconds moyens activateurs (59, 62); ledit pre- 
mier moyen activateur (46) etant connecte au- 

40 dit moyen convoyeur intermediaire (14) par 

I'intermediaire de ladite premiere roue libre 
(42), et lesdits seconds moyens activateurs 
(59, 62) comprenant un moteur (56) pouvant 
etre relie audit moyen convoyeur intermediaire 

45 (14) par I'intermediaire dudit embrayage (62). 

22. Dispositif selon la revendication 16, caracterise 
en ce que des premier et second moyens de 
synchronisation (56, 65) sont prevus entre ledit 

so second moyen convoyeur (17) et ledit moyen 

convoyeur intermediaire (14); lesdits moyens 
de synchronisation (56, 65) entrant en 
conn xion lorsqu ledit moyen k chariot (18) 
entre dans ladite premiere position. 
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